IN THE CLAIMS: 



1-5. (Canceled) 

6. (Cun ently Amended) A method of forming a connector on the end of a flexible conduit 
comprising the distinct and sequential steps of: 

a) providing a flexible breathing cotiduit with an outer wall fomied from a thin 
plastic film, 

b) injection moulding a soft rubber with a low melting point onto said conduit 
adjacent to the end of said conduit to form a cuff, said rubber injected in such a manner that said 
rubber blends with said conduit without adversely affecting the integrity of said conduit, and 

b) c) subsequently injection moulding a hot molten plastic over said cuff to fomi said 
connector, said molten plastic blending with said cuff to seal said conduit relative to said 
connector, 

the hot molten plastic injected at a higher temperature than the melting point of said Film 
and said soil rubber, said cuff shielding said conduit from said hot molten plastic to prevent 
damage to said conduit. 

7-U. (Cancelled) 



4 



12. (Currently Amended) A method of forming a connector on the end of a flexible conduit 
according to claim 6 wherein said cuff is deformable once formed and inuse relieves stress 
between the connector and tlie conduit by cushioning pe r m itt in g mov e ment of the conduit 
relative to the conncctoi '. 

13-14. (Cancelled) 

1 5. (Cui'rently Amended) A method of forming a connector on the end of a conduit 
according to claim 6 wherein said connector is tbimcd of a haitl plasti e- ttnd capab te- of configured 
so that in use post-forming said connector can couple pneumatically forming a connection with a 
compatible connector part. 

16. (Cancelled) 

17. (Previously Presented) A method of forming a connector on the end of a conduit 
according to chiim 6 wherein said hot molten plastic is injected onto said cuff at a temperature 
greater than a melting point of said soft rubber, causing a portion of the cuff to melt. 

1 8. (Previously Presented) A method of forming a connector on the end of a conduit 

according to claim 6 wherein the connector is moulded over the cuff and toward the end of the 
conduit, a portion of said cuff extending out of an inner end of the connector away from the end 
of the conduit. 

5 



19. (Previously Presented) A method of forming a connector on the end of a conduit 
according to claim 1 8 wherein said ciiff prevents contact between said hot molten plastic and said 
conduit behind said cuff. 



20. (Currently Amended) A method of fonning a connector on tlie end of a thin-walled 
flexible conduit comprising the steps of: 

a) providing a thin-walled breathing ffextbk conduit ha v i ng - a ir-et id , 

b) injection moulding a low melting point soft rubber onto said conduit adjacent to 
the end of said conduit to form a cuff, and 

c) subsequently injection moulding a hot molten plastic over said cuff to form said a 
connector, said plastic injected at a temperature greater than the mehing point of the cuff, said 
cuff insulating the conduit and preventing contact between the conduit and the hot molten plastic. 

21. (Currently Amended) A method of forming a connector on the end of a flexible conduit 
according to claim 20 wherein said low melting point vSoft rubber that forms said cuff is injected 
onto said conduit at a lower temperature than said hot molten plastic that connector is injected 
onto said cuff to forrn said connector , said conduit blending with said cuff and said cuff blending 
with said connector to seal the conduit with respect to the connector. 
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22, (Currently Amended) A method of forming a connector on the end of a flexible conduit 
according to claim 21 wherein said cuff is deformable once fomied and in use relieves sti'ess 
between the connector and the conduit by cushioning p ennittingmov c mcnt-of the conduit 
relative to the connector . 
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